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USTINC OF THE CLAIMS 

This listing of claims, amended as indicated below, is to replace all prior versions, and listings, 
of claims in the application 

1 . (Currently Amended) A casting roll for the continuous casting of thin metallic strips, in 
a roll casting installation, the roll comprising: 

a roll core wiA bajdng an outer lateral sur&ce: 

an annular roll shell which sunounds the roll core and is jluunk on Utc lull cum, Uie almll has and 
ifl&iadSS an inner lateral sur&ce opposite the outer lateral surface of the core, wherein: 
Hie roll shell is shrunk onto the roll core so that the outer surface of the roll core and the mnt-r turfar^ 
flCthe roll shell ere in contact suhsta n tiallv over the respective entire surfaces! t h r . i r . 11 hAx>i »^ 
^central cdAtiu^-iull axis the lataml auifaccA lie uppuj^ilt mc anothu .mJ f o rm a sluinK 
comieLtioii. 

at least one of the lateral surfaces has elevations and depressions forming; a ■■.ii rface atmcture there^ ^ 

havinRftrpughness(RTlonthe5urfaceofbetweenflhoiit? umandflboirtlSOO urn: and- itrtlw. 
at IcJAt uiiL late r al surface, 

at least some of the elevations and depressions are oriented in the direction of ijo^tisaaLaskaf the 
casting-roll axis and have a laJial uttcjit at Icas t^-fttn: 

2. (Canceled) 

3. (Cuirently Amended) The casting roll as claimed in Claim 1 , wherein Ag rou^ess (Rz) 
[[of|] is between 1 0 ^m and 500 )im. 

4. (Currently Amended) The casting roll as claimed in claim 1 , wherein: 

a t leMt o ne of t he latu j1 suifauj which lie opp o jite one an o thei has the elevations and depressions 
as in and directly around a casting-roll plane of symmetry which is normal to the rotational 
axis and is substantially along the entire circumferaice of one of the lateral surfeces with a 
radial extent of at l e a&l between about 2 jim and about 1 500 |j.m: and 

flie elevations and depr essions are orioated in the circumferential directioa 
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5. (Canceled) 

6. (Previously Presented) TliecastingroU as claimed in claim 1, wherein the elevations and 
depressions fimu supporting surfaces which are directed substantially radially and in the direction of 
thecasting-roU axis and havealongitudinal extent less than orequal to thelateral-su^ 

7. (Cunently Amended) Hie casting roll as claimed in claim 1, wherein: 

in the region of the lateral surfaces which Ue opposite one another, the roll core and the annular roll 

shell axtt formed from materials of different hardness, and 
at least the lateral surface of the core or the shell which has the higher lateral surface hardness is 

provided with the p r edetermined roughness (R^). 

8. (Previously Presented) The casting roll as claimed in claim 1 , wherein the roll core is 
comprised of steel and the annular roll shell is conqjrised of Cu or a Cu alloy. 

9. (Previously Presented) The casting roll as claimed claim 1 , fiirther comprising a joining 
layer arranged between the roll core and the roll shell. 

10. (Currently Amended) The casting roll as claimed in Claim 9, wherein 1i w o ne o fth& 
Ijitual j>mf.iLej. has diapiulcLm - niiiicJiuughiJe&s -^ tt ^;«d the material which forms the joining layer 
is depositJBd on thctrther a lateral surface which does not have the rouehness ( l^.V 

11. (Previously Presented) The casting roU as claimed in claim 10. wherein the joining layer 
is comprised of a metal or a metal alloy. 

12. (Previously Presented) The casting roll as claimed in claim 9, further comprising 
wear-resistant granules embedded in the joining layer. 
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13. (PrevioiislyPresented)ThccastingroUa8claimedinaaim 12, wherem the wear-resistant 
granules are comprised of metal oxides. 

14. (Previously Preseotcd)TTiecastingronasctaimedtnaaitti 12, wherein thewear-resistant 
granules are ccunprised of carbide grains or platelets. 

15. (PreviouslyPna»Qted) The castingrollas claimed in aaiml2,wherein&^ 
granules have a grain size less than 40 fun. 

16. (Currently Amended) The castingroll as daimedin claim 1, wherein the surface ainirtiin. 
is formed hy 

roll coie lias grooves di stiibuted over the outer lateral surface ofthe roll core and paialld to 

the casting-roll axis: ai^ 
securing bars fitted into the grooves, the bars projectinB aHeast between about 2 and 
a bout 1500 urn above the lateral surfiice of the roll core in the radial directionLffid 
the securingbarsareDressedinto the lateral surfa c e oftfae roll shell whenthemll ahell is shrink fitted 
onto the roll core. 



17. (Cunadly Amended) The castingroll as claimed in Claim 16, wbereini 

the securing bars project between 500 |im and 1 5 mm above the lateral surface of flie roll core in the 
radial directio n: and 

the inner lateral surface of the roll shell includes secnnH ^oves which lie opposite the grooves in 
the lateral surface of the mTI core and resp ective grooves in fee opposite lateral surfaces lie 
opposite one another and the resnective grooves opposite one another accommodate one of 
the securing bars. 

18. (PreviouslyPresented)ThecastingToUasclaimedinClaiml6whereinfewerthanl6of 
the securing bars and grooves are distributed over the roll core. 
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19. (Previously Presented) The casting roll as daimed in claim 1 6, wherein the grooves and 
the securing bais have a length along the axis that is shorter than a lateral-surface lenglh of the roll 



core. 



20-22. (Canceled) 

23. (Cutrently Amended) The process as claimed in Claim [[21 ]] 52 fiuther comprising, 
producing the elevations or depressions o n the at luat o ne, of (Lus kteial smfjc e s to define a surface 
structure in which the at least one lateral suifecehas a roughness (R^) ofbetween 1 0 jim and 500 jim. 

24. (Cunently Amended) The process as claimed in claim [[21]] ^2, wherein the elevations 
ofdepressions o n Hk at luii,L one o f the lataal&m fac e s ' are formed to have supporting surfaces which 

are directed substantiallyradiallyandhavealongitudinal extent in thedirectionofthecasti^^ 
which is less than or equal to a lateral-surface length in the direction of the axis. 

25. (Currently Amended) The process as claimed in daim [[21]] 52, fiirfher comprising 
producing the roll core and the annular roll shell fiom respective materials of different hardness at 
least at the respective lateral surfeces, and forming the predetermined roughness (Rz) on the one of 
the roll core and the roll shell having the higher lateral-surfece hardness. 

26. (Previously Presented) The process as claimed in Claim 25. furflier comprising applying 
the roughness by knurling, fittrging or milling the respective lateral surface. 

27. (Currently Amended) TTie process as claimed in claim [[21 ]] 52, wherein the roll core 
at least at the outer lat^ surface is of steel and the annular roll shell at least at the inner lateral 
surface is of Cu or a Cu alloy. 

28. (Cuirently Amended) The process as daimed in claim ([21]] 52, flirthcr comprising 
depositing a joining layer on one of the opposing lateral surfeces. 
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29. (Currently Amended) The process as claimed in claim [[21]] 52, wherein the 
predetermined roughness (R^ is applied to one of the lateral surfaces and flia^ieAgd further 
comprising .comprises the step of depositing a joining layer on the other lateral surfece. 

30. (PreviouslyPresented) The process as claimed in claim 28. whei«inthejoining layer is 
deposited by electrodeposition. 

31. (PreviouslyPresented) The process as claimed in claim 28, wherein the joining layer is 
deposited by plasma dqjosition. 

32. (PreviouslyPresented) The process as claimed in claim 28. wherein thejoining layer is 
comprised of a metal or a metal alloy. 

33. (Previously Presented) The process as claimed in claim 28, farther comprising 
incorporating wear-resistant granules in thejoining layer. 

34. (Currently Amended) The process as claimed in Claim 33. farther comprising the step 
Pfinponwratillg metal oxides are ine e rporal e J in the joining layer as the wear-resistant granule 



les. 



35. (Currently Amended) The process as clauned in Claim 33. further comprising the step 
of incorpomting carbide grains or carbide platelets are incorpoialtJ in the joining layer as the 
wear-resistant granules. 

36. (PreviouslyPresented) The process as claimed in claim 33, wherein the wear-resistant 
granules have a grain size of less than 40 (xm. 

37. (Currently Amended) A process for producing a casting roll for the continuous casting 
of thin metallic strips, in a roll casting process, wherein the casting roll has a roll core with an outer 
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lateral surface and an aimular roll shell wWchsuiiounds the toU core and has an iimerla^^ surfece 

and the roll has a central casting-ioU axis, the method oomprisiiip fh^ c*^^^, ^f- 

preparing at least one of the lateral suifices of the roll core and the roll shell for joining by 

shrink-fittingbyforminggroovesontheouterlateralsurfaceoftheioncoretoextendpai^^^ 
to the casting-roll axis[[,]]i 

fitting securing bars into the grooves wherein the grooves and the bars therein aie so sized and 
shaped that the bars project atlea3t2mii; above the outer lateral surface of the roll core in 
the radial direction[[ ,]]; 

then drawing the roll shell onto the roll core while holding the roll shell at a temperature which is 
hifijicr than that of the roU core for producing a shrink^fit connection between the securing 
bars and the roll ahell[[,]] such that the securing har,» arp p assed into the inner lateral giirfar P 
of theroll ?h^)l SufiRcientlvtfaat the lateral surfac-^ nre a ubstantiallvfliKh with each ather- and 

producing at least one sealed join between the roll core and the roll shell. 

38. (Currently Amended) A process as claimed in claim [[21]] 52, further comprising 
peimitting the roll shell to cool after being drawn onto the roll core, so that the roU shell is shrink 
[[fit]] filled on the roll core, with the lateral giirfer^ in a suhstantiflllv flash relatinnQTn> 

39. (Previously Presented) Hie process as claimed in claim 27..wherem the roughness is 
fonned on die outer lateral sui&ce. 

40. (Previously Presented) A process as claimed in claim 34, wherein the metal oxides 
comprise aluminum oxide or zirconium oxide. 

41 . (Previously Presented) A process as claimed in daim 35, wherein the caxbidc comprises 
titanium caihide, tungsten carbide or silicon carbide. 

42. (Previously Presented) A process as claimed in claim 33, wherein the wear-resistant 
granules have a grain size of less than 10 jim. 
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43.(CuiTeatlyAmeaded)Aprocessasdaim<^mclaim37,ftetherc^^ 
roll shell to cool after bdng drawn onto the roll core, sg that the roll shell is shrink [[fit]] fisM on 
ttie roll core. 



44. (Previously Presaited) A process as claimed in daim 37, wherein the grooves and the 

bare therein a» so sized and shaped that thebar8im)jectbetween500|miH^ 
lateral sur&ce. 



45. (P«viouslyPieseoted)ThecastingroUasdaimedinclaiin9.whereinthejoim^ 
is deposited on one of the two lateral sur&ces. 

46. (Previously Presented) The casting roll as daimed in claim 9. wher^ the joining layer 
is comprised of a metal or a metal alloy. 

47. (PreviouslyPreseated)ThecastingioUasclaimediiidaini 13, wherein the metal oxides 
comprise aluminum oxide or zirconium oxide. 

48. (Previously Presented) Hie casting roll as daimed in daim 14, wherehi the carbide 
comprises titanium carbide, tungsten carbide or silicon carbide. 

49. (PreviouslyPresented) TheoastingroU as daimed in daim 12, wherein the wear-resistant 
granules have a grain size less fhan 10 \im. 

50. (PreviouslyPresented) The castingroll as claimed in claim 1 6. wherein fewer than dght 
of die securing bars and grooves are distributed over Ae roll core. 

51. (New) The castingroll as claimed in claim 17, wherein the sum ofie depths of the two 
respective grooves is greater than the height of the securing bar which they accommodate. 
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52. (New) A process for producing a casting roll for the csontiniious casting of thin metallic 
strips, using a roll casting process, wherein the casting roll is comprised of a roll cote with an outer 
lateral surfece and an annular roll shell which suiTOundstherolI core andhas an iim^ 

adjacent to the outer surfeccof the roll core, and is further comprised^^^^ 
method comprising tfie steps of; 

preparingatleastoneoflheadjaccntsuifecesbyformingmdianyextendingel^^^^ 

lhereon,atleast some ofwhidi are oriented in the direction ofthe casting-roll axis,^ 
asurfecestmcture characterized byaiDughness(Rz)ofbetwecnabout2^m and about 1500 

then drawing the roll shefl onto the roll coi^ so that the omer and inner lateral surfaces oppose 

other, while holding the roU shell atatemperatuiewhichis higher than thetemperatureofthe 
Toll core. 
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